Dart Aerospace Ltd. 


.-. 9 Monday, 05/11/2007 2:31:54 PM 
User: | Linda Lacelle 


Process Sheet 


Customer : CU-DAR001 Dart Helicopters Services Drawing Name : MID TUBE ASSEMBLY 
Job Number : 32235 
| Estimate Number : 10469 
P.O. Number : МИХ Part Number : 03391013 
This Issue : 05/11/2007 S.O. No. НА Drawing Number — ; 03391 REV F 
Prsht Rev. : NC Project Number : МА 
First Issue : 07/05/2007 Type : LANDING GEAR Drawing Revision — : 
"Previous Run : 32234 | Material :NIA 


Written By : | N Due Date : 10/06/2007 
Checked & Approved By : 


Comment : Est A 05.10.20 New Issue KJ/EC 
Est. B 060240 ECN773dwgrev.D EC 
estC 07.03.20 rev F dwg 
estD 07.03.28  re-format 


Additional Product 


Job Number: | 


ІШІ 


Seq. #: Machine Or Operation: Description : | 
1.0 D25001100 Skidtube Extrusion 


ШЕ ИГЕН! 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 


SKIDTUBE EXTRUSION | 
Pick: PEG P | 
Qty Part Number Description Batch Á | 
1 02500-1-100 Extrusion ya | | 


D3391011 Fwd Tube Assembly 


ІШІ Ш Ки 


Comment: Qty: 1.0000 Each(s или Total: 1.0000 Each(s) 
Ема Tube Assembly 
Batch: 
LANDING GEAR 1 LANDING GEAR RESOURCE 1 


HI 


Comment: LANDING GEAR RESOURCE 1 
1-Cut tube to finish length as per Dwg D3391 б; | 


2-Identify ав 03391-023 


3-Drill pilot holes using 078796 (Do not drill "B" holes) and drill only 1 fwd saddle hole оп опе side only as 
per Dwg D3391 


4-Open float bag holes 0.257" as per Dwg D3391 


5-C'sink float bag holes as per Dwg D3391 


6-Open remaining holes to 20.375" exept for fwd saddle hole of detail "J" 


Form: rprocess 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
Approval 


PROCEDURE CHANGE Approval 45-2 
Prod маг | QC Inspector 


Part Мо: РАК Ж: Fault Category: NCR: Yes No DQA: Date: 
QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


WE 2 of NC cd cation mem) P 
ЕЯ WE 2 A Action Description cd с Chief mem) QC P 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:MFORMS Quality Assurance\approved QA\NCRWO RevD 


Date: Monday, 05/11/2007 2:31:54.РМ 


22 "yu 
User Linda Lacelle Process Sheet 


Customer: CU-DAROO1 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


Job Number: 32235 Part Number: D3391013 


> МММ 


Machine Or Operation: Description : 


7-Remove .030" from Fwd indexing Ridge as рег Dwg 03391 

8-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3391 

9-Deburr 

10-Drill #30 pilot holes using wearplate Jig DT8217 Identify 20.250" holes with paint marker, 


11-Open wearplate holes of D3391-023 assembly detail section G-G to 20.250" (14 holes) as per Dwg 
D3391 and 2 holes in section Detail "J", do not open wearplate holes of section "J" 


12-Open wearplate holes of D3391-023 assembly detail section H-H to 00.257" and c'sink (20 holes) 
as per Dwg D3391 


13-Open .375" holes to .438" ***do not open fwd saddle holes*** 

14-Locate D3391-021 in D3391-023 at 9.00" (see view z-z) 

15- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all remaining fwd saddle holes using DT 
8149 locating from previusly drill .188" dia hole, using t-pins and clicos to ensure perfect allingment, open up 


previusly tranfer drilled pilot holes in D3391-023/-021 to 0.438" dia. in D3391-021 


16- Transfer drill 2 wearplate holes into D3391-021 using DT8217, locating from two previusly drilled holes, 
drill remaining wearplate holes into D3391-021. 


17- Locating from two fwd wearplate holes drilol remaining 6 wearplte holes in D3391-021 using DT8937 


18- Open 2 fwd wearplate holes in D3391-023 to .250" dia. 
19- Open 12 wearplate holes in D3391-021 to 0.257" dia. 


20-Deburr and blow out all chips from inside tube 
LANDING GEAR 1 LANDING GEAR RESOURCE 1 


Comment: LANDING GEAR RESOURCE 1. 
1-Cut tube to finish length as per Dwg D3391 


2-Drill pilot holes including "B" holes using DT8796 as per Dwg D3391 
3-Open float bag holes as per Dwg D3391 


4-C'sink float bag holes as per Dwg D3391 


Dart Aerospace Ltd 


| WORK ORDER CHANGES 


Approval | Approval 
Chief Eng / ОСІ 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 


КЕРЕ Corrective Action Section B 
Description of NC 
DATE | STEP о. Initial Action Description 
Chief Eng Chief Eng 


NOTE: Date & initial all entries | | | 


H:VFORMSAQuality Assurance\approved QA\NCRWO RevD 


s DLE mE 2 y 


| Date: . .Monday, 05/11/2007 2:31:54 РМ 


| LI К < 
| User: Linda Lacelle 
| Process Sheet 
| Customer: CU-DAR001 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 
Job Number: 32235 Part Number: 03391013 
Seq. #: Machine Or Operation: Description : 


5-Open remaining holes as per dwg D3391 


6- Locate electric step holes 41.0000" from fwd end and drill using DT 8393 
****** ensure step holes are on top of tube not bottom Pat******* 


7- Open elecrtic step holes 0.332"рег dwg 03391 (section L-L) 

8- Open elecrtic step holes 0.250"per dwg D3391 (section M-M) 

9- Open elecrtic step holes 0.250" per dwg D3391 (section LL-LL) 

10-Remove .030" from Fwd indexing Ridge as per Dwg D3391 

11-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3391 

12-Deburr 

13-Drill #30 pilot holes using wearplate Ја DT8217ldentify 20.208" holes with paint marker 


14-Open wearplate holes of D3391-013 assembly detail section G-G to 90.250" (14 holes) as рег Dwg 
D3391 

15-Open wearplate holes of D3391-013 assembly detail section H-H to 20.257" and c'sink (20 holes) 
as per Dwg D3391 


16-Open .375" holes to .438" 


17- insert D3391-011 and clico in place with wearplate holes, transfer drill saddle holes as per dwg D3391. 


18-Deburr and blow out all chips from inside tube 


QC5 INSPECT WORK TO CURRENT STEP 


Comment: INSPECT WORK TO CURRENT STEP {= 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


III m 
14-6 


Comment: НАМО FINISHING RESOURCE #1 9 
Chemical Conversion Coat as per QSI 005 4.1 


Page 3 E Form: rprocess 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


` 
` ae Approval 
DATE | STEP š | PROCEDURE CHANGE I chief Eng/ | Approval 
Prod Mgr nspector 


Part No: | PAR #: Fault Category: NCR: Yes Мо ООА: Date: 
QA: N/C Closed: Date: 
232 WORK ORDER NON-CONFORMANCE (NCR) 


төлен Ее Description of NC Corrective Action Section B 


— : "NT - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:MFORMS Quality Assurance\approved QA\NCRWO RevD 


Monday, 05/11/2007 2:31:54 PM 
L Process Sheet 
Customer: CU-DAR001 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


Job Number: 32235 Part Number: D3391013 


Machine Or Operation: Description : 


QC3 INSPECT POWDER COAT/CHEMICAL CONVERSION 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION ? Z x 


/- 
D33891 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 
WEB 
Pick: 
Qty Part Number Description 5 


1 03389-1 Web o 2262 A 


AIR E Sikaflex-241-291 tO S AAS 
р Sikaflex expire date: _ 2 — 7— V _ 
Start 7 — [c b тте: 10“ 19 
(2. Time: e2 Am 


LANDING GEAR 1 LANDING GEAR RESOURCE 1 


M H 


Comment: LANDING GEAR RESOURCE 1 


2-Bond web in place as per Dwg D3391 & QSI 015. Ü - ( ( На G 
Adhere for 12 hours) 


QC5 


INSPECT WORK TO CURRENT STEP 


` Comment: INSPECT WORK TO CURRENT STEP Ç 251. ala 
РО j | 
ШІ x RI 
Comment: POWDER COATING = M103 W / i 
Powder Coat White Gloss (Ref: 4.3.5.1) as per QSI 005 4.3 } “ 
Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION O 
NAS1330C3K8116 
| | 
Insert 
Pick: 
Qty Part Number Description 


POWDER COATING WDBR COATING / 63- | -07 
QC3 INSPECT POWDER COAT/CHEMICALCONVERSION 
Comment: Qty: 24.0000 Each(s)/Unit Total: 24.0000 Each(s) 
20 NAS1330C3KB116 “Insert 


Dart e Ltd 


WORK ORDER CHANGES 


Approval | Approval 
Chief Eng / ОСІ di 
Prod Mgr nspector 


Part No: PAR #: _ Fault Category: NCR: Yes Мо DQA: Date: 
QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Description of NC кти cation EI ЕЕ 
DATE | STEP ВНА Initial Action Description Sign & icc C Chief EI QC ЕЕ 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:MFORMS Quality Assurance\approved QAWWCRWO RevD 


Date: Monday, 05/11/2007 2:31:54 PM 


User: “Linda Lacelle Process Sheet 


Customer: CU-DAROO1 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


Job Number: 32235 Part Number: D3391013 


Seq. #: Machine Or Operation: Description : 
NAS1330C3KB166 


Comment: Qty.: 24.0000 Each(s)/Unit Total: 24.0000 Each(s) 
RivnuT 
Pick: 
Qty Part Number Description 
10 NAS1330C3KB166 Insert 
МА51329С4КВ140 INSERT 


ІШ! 


Comment: Qty.: 4.0000 Each(s)/Unit Total: 4.0000 Each(s) 


мы, М 046 a 


NAS1515H3L WASHER 


Comment: Qty: — 4.0000 Each(s ШІП Total: 4.0000 Each(s 


BC M lo L| 6 £ a 


AN960C10L washer 


Ш\Ш 


_ Comment Qty: 4.0000 Each(s)/Unit Total: 40000 Each(s) 
WASHER 
batch: M. 06 5 | 2 


NAS1515H4L WASHER 


Comment: Qty: 4.0000 Each(s)/Unit Total: 4.0000 Each(s) 
WASHER M | 
AN960C416L WASHER 


ІШ! 


Comment: Qty: 4.0000 Each(s)/Unit Total: 4.0000 Each(s) 


5" ^ M 10S 74% 


MS27039C109 


Ш 


Comment: Qty: 4.0000 Each(s)/Unit Total: 4.0000 Each(s) 


un МАТТЫ 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


IO: 
Approval 
DATE | STEP Chief Eng / 


Description of NC Corrective Action Section B 


Section A Initial 
Chief Eng 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevD 


Monday, 05/11/2007 2:31:54 PM 
Lindai Cacele Process Sheet 


Customer: CU-DAR001 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


Job Number: 32235 Part Number: D3391013 


Seq. #: Machine Or Operation: f Description : 
MS27039C408 


ІШ 


Comment: Qty: 4.0000 Each(s)/Unit Total: 4.0000 Each(s) 
SCREW 
batch: 
HAND FINISHING1 


ШІ 


Comment: HAND FINISHING RESOURCE #1 
Assemble as per dwg D3391 


ІШІП 


Comment: INSPECT WORK TO CURRENT STEP 
PACKAGING 1 PACKAGING RESOURCE #1 


Comment: PACKAGING RESOURCE #1 . | 
Identify and Stock 
Location: 


QC21 


ШІ 


| Comment: FINAL INSPECTION/W/O RELEASE 


Page 6 


Form: rprocess 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE By d Approval ина 
Ргод Маг ОС Inspector 


Рак Мо: PAR Ж: Fault Category: = NCR: Yes No DQA: ` Date: 
QA: NIC Closed: Date: 
NRI WORK ORDER NON-CONFORMANCE (NCR) 


- Verification | Approval | Approval 
Sign & Section C Chief Eng QC Inspector 


Description of NC Corrective Action Section B 
DATE |STEP Section À Action Description 
Chief Eng Chief Eng 


NOTE: Date & initial all entries 8 


H:MFORMS Quality Assurance\approved QA\NCRWO RevD 


Dart Aerospace Ltd. 


Process Sheet 


custo : CU-DAR001 Dart Helicopters Services | Drawing Name : MID TUBE ASSEMBLY 
бор Number : 32235 | О 
Estimate Number : 10469 | = и 
‘| P.O. Number : Part Number . : 03391003 ^ O( 
This Issue : 5/7/2007 5.0. №. : Drawing Number — : 03391 REV F 
Prsht Rev. : NC Project Number : N/A 
First Issue D Type : LANDING GEAR Drawing Revision : F 
Previous Run : 32234 Material : 
Written By | Due Date : 6/10/2007 


Checked & Approved By 
Comment : Est. A 054020 New Issue 
f Est. B 06.02.10 ECN773 dwg rev.D 
estC 07.0320 rev F dwg 
estD 07.03.28 re-format 


Additional Product 


Job Number: | 


Seq. #: Machine Or Operation: Description : 
1.0 D25001100 Skidtube Extrusion 


HI ІШ 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 


SKIDTUBE EXTRUSION 
Pick: 
Qty Рай Number Description Batch 


1 ролл Extrusion 3220525 


D339102T 77 Fwd Tube Assembly 


ІІ 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s 
Fwd Tube Assembly 


LANDING GEAR 1 | LANDING GEAR RESOURCE 1 


Ш | ШІЛ 


Comment: LANDING GEAR RESOURCE 1 
1-Cut tube to finish length as per Dwg D3391 


2-Identify as D3391-023 


3-Drill pilot holes using DT8796 (Do not drill "B" holes) and drill only 1 fwd saddle hole on one side only as 
per Dwg D3391 


4-Open float bag holes 0.257" as per Dwg D3391 


5-C'sink float bag holes as per Dwg D3391 


6-Open remaining holes to 20.375" exept for fwd saddle hole of detail "J" 


DUE 


Farm: mrocess 


Dart Aerospace Ltd 
WIO: 


DATE | STEP 


M 
= 
О 
2 
x 
O 
2 
О 
m 
2 
О 
I 
> 
z 
Q 
m 
Ф 


Approval 
Chief Eng / 
Prod Mgr 


z 
FR 
de 


PROCEDURE CHANGE 


Approval 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
QA: N/C Closed: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Action Description 
Chief Eng 


Verification 
Section C 


Description of NC 
Section A 


Approval | Approval 
Chief Eng QC Inspector 


Initial 
Chief Eng 


NOTE: Date & initial all entries ng 


/ 


Yer. 


Customer: CU-DAROO1 Dart Helicopters Services 


+ 


ч 


Monday, 5/7/2007 3:25:16 PM 


Kim Johnston | Process Sheet 
Drawing Name: MID TUBE ASSEMBLY 


fF B. 
we” Job Number: 32235 4 Part Number: D3391023 


- JobNümber. ^ II 


ІШІ! 


Machine Or Operation: Description : 


7-Remove .030" from Fwd indexing Ridge as per Dwg D3391 

8-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3391 

9-Deburr 

10-Drill #30 pilot holes using wearplate Jig DT8217 Т 20.250" holes with paint marker, 


11-Open wearplate holes of D3391-023 assembly detail section G-G to (20.250" (14 holes) as per Dwg 
D3391 and 2 holes in section Detail "J", do not open wearplate holes of section "J" 


12-Open wearplate holes of D3391-023 assembly detail section H-H to @0.257" and c'sink (20 holes) 
as per Dwg D3391 Ж 


13-Open .375" holes to .438" ***do not open fwd saddle holes*** 


—— 


14-Locate D3391-021 in D3391-023 at 9.00" (see view z-z) 
15- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all remaining fwd saddle holes using 
DT 8149 locating from previusly drill .188" dia hole, using t-pins and clicos to ensure perfect allingment, 


open up previusly tranfer drilled pilot holes in D3391-023/-021 to 0.438" dia. in D3391-021 


16- Transfer drill 2 wearplate holes into D3391-021 using DT8217, locating from two previusly drilled holes, 
drill remaining wearplate holes into D3391-021. 


17- Locating from two fwd wearplate holes drilol remaining 6 wearplte holes in D3391-021 using DT8937 
18- Open 2 fwd wearplate holes in D3391-023 to .250" dia. 
19- Open 12 wearplate holes in D3391-021 to 0.257" dia. 


20-Deburr and blow out all chips from inside tube 
INSPECT WORK TO CURRENT STEP 


И ІТ 


Paae 2 


Comment: |М5РЕСТ WORK ТО CURRENT 5ТЕР 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


AIT _ им 


Comment: HAND FINISHING RESOURCE #1" 
Chemical Conversion Coat as per 051 005 4.1 


АС 


Farm 


“rnraress 


25 25. 


Kaka cb a акан 


Dart Aerospace Ltd 


WORK ORDER CHANGES | 
DAY i Approval Approval | 
E |STEP PROCEDURE CHANGE By Date Qty | chief Eng / on 
E Prod Mar nspector x 
PAR #: Fault Category: NCR: Yes No DQA: Date: 


QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Description of NC — - —— : Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


— 


NOTE: Date & initial all entries 


H:MFORMS Quality Assurancexapproved QA\NCRWO RevD 


Тықыр”. 


Date: Monday, 5/7/2007 3:25:16 PM 
User: , ` Kim Johnston 


Customer: CU-DAROO1 Dart Helicopters Services 
Job Number; 32235 


— HUN 


Seq. #: Machine Or Operation: 


ШЇ 


Process Sheet 
Drawing Name: MID TUBE ASSEMBLY 


Part Number: D3391023 


Description : 
INSPECT POWDER COAT/CHEMICAL CONVERSION 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 


D33891 


Comment: Qty.: 
WEB 
Pick: 
Qty Part Number 


1.0000 Each(s)/Unit Total: 


Description 
1 D3389-1 Web 


1.0000 Each(s) 


AR Sikaflex-241/-291 
Sikaflex expire date: 


LANDING GEAR 1 


T 


LANDING GEAR RESOURCE 1 


W 


Comment: | ANDING GEAR RESOURCE 1 


2-Bond web in place as рег Dwg 03391 & 951 015. 


Adhere for 12 hours) 


EI 


Comment: INSPECT WORK TO CURRENT STEP 


POWDER COATING 


INSPECT WORK TO CURRENT STEP 


POWDER COATING 


ШІП 


Comment: POWDER COATING 


Powder Coat White Gloss (Ref: 4.3.5.1) as per 051 005 4.3 


IIIIII 


INSPECT POWDER COAT/CHEMICAL CONVERSION 


ІШ 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 


NAS1330C3KB116 


ІШ 


Comment: Qty.: 
Insert 
Pick: 
Qty Part Number 
20 NAS1330C3KB116 


ІШ 


20.0000 Each(s)/Unit Total : 


20.0000 Each(s) 


Description 


Farm: rarase 


Dart Aerospace Ltd 


WIO: 
DATE | STEP 


WORK ORDER CHANGES 
PROCEDURE CHANGE 


= 
By 


Approval 
Chief Eng / 
Prod Mg 


Approval 


r QC inspector 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevD 


Part No: PAR #: Fault Category: NCR: Yes Мо ПОЛ: Date: 
QA: NIC Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 
07 Corrective Action Section B mM | 
Description of NC Verification | Approval | Approval 
DATE | STEP БИ А Initial d. Action Description Section C Chief Eng d sie 
Chief Eng Chief Eng 
| 1 
Hd 


рекетот صر کی‎ ag E УД Ec 
Date: | Monday, 5/7/2007 3:25:16 P 
` Kim Johnston 


Customer: CU-DAROO1 Dart Helicopters Services 


ШІ 


Machine Or Operation: 
NAS1330C3KB166 


Job Number: 32235 
Job Number: 


Seq. #: 


Process Sheet 
Drawing Name: MID TUBE ASSEMBLY 


Part Number: D3391023 


Description : 


Comment: Qty.: Total : 
RivnuT 

Pick: 

Qty Part Number Description 

10 NAS1330C3KB166 Insert 


HAND FINISHING1 


10.0000 Each(s)/Unit 


10.0000 Each(s) 


Batch 


HAND FINISHING RESOURCE #1 


HII 


Comment: HAND FINISHING RESOURCE #1 
Install inserts as per dwg D3391 


touch-up holes in D3391-021 with alodine 


QC5 


INSPECT WORK TO CURRENT STEP 


ШІП 


Comment: |NSPECT WORK TO CURRENT STEP 
Inspect each insert using DT8821 
PACKAGING 1 


WI 


PACKAGING RESOURCE #1 


ШІ 


Comment: PACKAGING RESOURCE #1 
Identify and Stock 
Location: 


ШТ 


FINAL INSPECTION/W/O RELEASE 


ІШІ 


Comment: FINAL INSPECTION/W/O RELEASE 


TA 


Job Completion 


Pane 4 


Farm: mrocess: 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 
Approval 
DATE | STEP PROCEDURE CHANGE eb Eng / Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC 
Section A 


DATE | STEP 


NOTE: Date & initial all entries 


H:MFORMS Quality Assurance\approved QA\NCRWO RevD 


Corrective Action _ Section B Verification | Approval | Approval‏ ف 
Initial Action Description Sign & Section C Chief Eng | QC Inspector‏ 
Chief Eng Chief Eng Date‏ 


D3391-011 
FWD TUBE ASSEMBLY SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 


03566-13 GASKET 
(REF) 

03564-13 

WEARSHOE 

(REF) 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 


(4 PLACES) AN3C6A BOLT (1) 


AN960C10L WASHER (1) 
(2 PLACES) 


D3391-021 
FWO TUBE ASSEMBLY SEAL WITH SIKAFLEX-241/—291 
PRIOR TO INSTALLATION OF 


WEARSHOES 


03566-13 GASKET 
(REF) 

03564-15 

WEARSHOE 

(REF) 


AN3C4A BOLT (1) 
AN96OCIOL WASHER (1) 


(4 PLACES) AN3C6A BOLT (1) 
AN960C10L WASHER (1) 
(2 PLACES) 


nk GASKET 


A 


TRANSFER DRILL THRU 
D3391—011 OPEN TO 


20.43810.000 


NAS1515H4L WASHER (1) 
AN960C416L WASHER (1) 
(4 PLACES) 


05391-013 
MID TUBE ASSEMBLY 


MS27039C4-12 SCREW (1) 


SEAL WITH SIKAFLEX—241/-291 
PRIOR TO INSTALLATION OF 


03391-015 
WEARSHOES 


AFT TUBE ASSEMBLY 


03553-3 
САЅКЕТ 


(REF) 


D3566—5 GASKET 
БЕ b 


rS ee 03557-7 


03553-1 WEARPAD 


тере Eo ЕИ 
GASKET 


D3564-1 


WEARSHOE AN3C6A BOLT (1) 


AN960C10L WASHER (1) 


AN3C4A BOLT (1) GS PLACES) 


AN960C10L WASHER (1) 
(20 PLACES) 


03564--5 
WEARSHOE 


A 


TRANSFER DRILL THRU 
D3391—021 OPEN TO 


03391-041 ASSEMBLY 


D5391—025 
MID TUBE ASSEMBLY 


GASKET (REF) 
(REF) 
D3537-1 
WEARPAD 
(REF) 


3564-3 E 
WEARSHOE 

AN3C6A BOLT (1) 
AN960C10L WASHER (1) 

(4 PLACES) 


AN3C7A BOLT (1) 
АМ960С101. WASHER (1) 


(8 PLACES) 


SEAL WITH SIKAFLEX—241/-—291 
PRIOR TO INSTALLATION OF 


03391-025 
WEARSHOES 


AFT TUBE ASSEMBLY 


03566-1 GASKET s GASKET 
Г SDE N— 03566-1 


03564-1 


WEARSHOE AN3C6A BOLT (1) 
AN960C10L WASHER (1) 


AN3C4A BOLT (1) (6 PLACES) 


AN960C10L WASHER (1) 
(20 PLACES) 


03564—5 
WEARSHOE 


03391-043 ASSEMBLY 


PART NUMBER DESCRIPTION 


GENERAL NOTES 


03391-041 FLOAT SKIOTUBE ASSEMBLY 


03391-043 ЕСОАТ SKIDTUBE ASSEMBLY 


ALL DIMENSIONS ARE IN INCHES 


TOLERANCES ARE PER DART QSI O18 UNLESS OTHERWISE NOTED 


D3391-011 FWD TUBE ASSEMBLY 


FINISH: ACID ETCH AND ALODINE PER DART QSI 005 4.1 


D3391-013 MIO TUBE ASSEMBLY 


D3391-015 AFT TUBE ASSEMBLY 


POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 


D3391-021 FWD TUBE ASSEMBLY 


SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS—3" AFTER FINISH 


03391-023 MID TUBE ASSEMBLY 


103391-025 АҒТ ТУВЕ ASSEMBLY 


AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 


LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 


03554-1 | WEARSHOE 


OFF POWDER COATING WITH МЕК DEGREASER. 


D3564-3 WEARSHOE 


D3564-5 WEARSHOE 


1 
i D3566-1 
03565-5 


GASKET 


FOR WEARSHOE INSERTS. C'SINK $0.391/90.425 x 100° AS APPLICABLE AND 


INSTALL INSERTS EX€EPT WHERE INDICATED. 


GASKET 
BOLT 


24 AN3C4A 
12 AN3C6A 


BOLT 


8 AN3C7A BOLT 


44 AN960C10L WASHER 


| MS27039C4-12 SCREW 


NAS1515H4L WASHER 


AN960C416L WASHER 


ч 
= s £ 
w С COPYRIGHT © 2006 BY DART AEROSPACE USA, INC. 
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К Q = 3 & THAT IT IS NOT TO BE USED FOR ANY PURPOSE 
3w ФО OR COPIED OR COMMUNICATED TO ANY OTHER 
o C "d PERSON WITHOUT WRITTEN PERMISSION FROM 
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Ze triones 
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USE DART DRILL TEMPLATE 018217 TO LOCATE AND DRILL 'E' SIZE HOLES ($0.250—90.257) 


03553-3 
GASKET 


(REF) 


“--03537-7 
D3553-1 WEARPAD 
GASKET (REF) 
(REF) 
D3537-1 
WEARPAD 
(REF) 


GASKET 


03564-5 E^ 
WEARSHOE 
AN3C6A BOLT (1) 
AN960C10L WASHER (1) 
(4 PLACES) ! 
AN3C7A BOLT (1) 
ANS60C10L WASHER (1) 
(8 PLACES) 


07.01.18 | ADD SS WEARSHOE, GASKET 


REMOVE FWD SADDLE HOLE -011/-021 


[D | 050123 | UPDATE TOLERANCE, CHANGE HOLE SIZE | 
B 


05.09.27 | LENGTHEN AFT EXTENSION 
DRAWING UPDATES 
DESIGN 


05.06.10 
05.02.07 


NEW ISSUE 


DRAWING NO. 


BRE 
H ae 03391 SHEET 1 OF 5 
07.01.18 412 FLOAT SKIDTUBE 


c 


m 


20.000 
5 EQ. SPACES 
4.000 PITCH 


DRILL "E" 
-0+2.0 (ф0.250- 60.257) 
C'SINK (60.591 X 100) 
E 4.000 INSTALL 
DETAIL A ° NAS1330S3KB166 
à . (8 PLACES) 


Е mT 7.25 >F Ë 
DRILL "E" 5 (REF) 
(20.250-20.257) 
C'SINK (e0.391 X 100) 90. 
INSTALL 13.0 
NAS1330S3KB166 


DISTANCE TO 
(18 PLACES) 


13.0 
33.2 (REF) 
TANGENT POINT 


DISTANCE TO 
SEAL WITH 
SIKAFLEX—241/-291 


TANGENT POINT! 
0.500 


RO.O31 
AN3C4A BOLT (1) 


+0.040 
à 3.300 $060 ж 0.500 
%3.750 | 
NAS1515H3L WASHER (1) 


(REF) 
AN960C10L WASHER (1) 


4.250 
(REF) 7] Б | (REF) 
R0.187 
(4 PLACES) 3.590* 0.025 + $3.460 R0.187 
93.460 : 93.750 
D3401-041 (REF) 
DEIAIL A | 
TOW CAP (SCALE. 1:5) | | ل‎ | 1.429 L- 


+0.040 4.250 
0.687*0.910 —0.060 (REF) 
DRILL 20.208 SECTION D-D SECTION C-C (SCALE 1:5) 
(4 PLACES) Г (SCALE 1:5) (SCALE 1:5) : 
PRIOR TO 
INSTALLATION OF 
D3401—041 CAP 


D3566—13 GASKET 
05391-011/-021 05564-13 


30.1 
WEABSHOE ASSEMBLY WEARSHOE AN3C4A BOLT (1) DIST TO CENTER OF BEND 
AN960C10L WASHER (1) 


(6 PLACES) 
DESCRIPTION A ЖЕ 
DRILL ‘E’ SECTION B-B 
D3391-011 FWD TUBE ASSEMBLY 


(90.250-- 60.257) (SCALE 1:5) — 
d FWD TUBE ASSEMBLY CSINC (80:391: 100 D3391—1 DRILLING AND CUTTING DETAIL 
DS013/047 FWD TUBE Ба Е (MAKE FROM D6013—047 SKIDTUBE MATERIAL) 
D3401-041 TOW CAP v = PLACE 
03564-13 WEARSHOE ; Ga (12 PLACES) 
D3566-13 GASKET = 5 
x ш = 
АНЗСАА BOLT а“ 
NAS1515H3L WASHER Aou 
| AN960C 10. WASHER 26 о 
| NAS1330S3KB166 | INSERT (OR МА51330СЗКВ 166) ј s > с PERSON WITHOUT WRITTEN PERMISSION FROM 
2 Z or ) DART AEROSPACE USA, INC. 07.01.18 412 FLOAT SKIOTUBE 
NE oes 
EEE 
U^ Q Z 3 
A 83 
< 


REFER TO : =L PL IL H 1 
DETAIL J E Е y zum EN і 


Н 10.500 
a вЫ Бі G NAE REFER TO 
0.50 DETAIL J 
А, 20.438 REFER ТО cs в [ || г 
DRILL "Е" (20.250-60.257) (4 PLACES) DETAIL K 
C'SINK (60.391Х100) ez 


INSTALL NAS1330S3KB166 
(24 PLACES) 03391-013 ASSEMBLY DETAIL 


Dem TO 
DRILL 'E' (90.250—90.257)- DETAIL K 
C'SINK (#0.391X100") 90.438 


rr SEIS (4 PLACES) E L E А S ED 
(ЕТІС 


рег Eun №934 


7.000 
5.250 


DISTANCE TO DETAR І. 

FWD END OF (SCALE 1:5) DRILL 'E' (#0.250-$0.257) 90.458 

D3389—1 WEB C'SINK (0.391X100") (TYP) 
4.94 V INSTALL NAS1330S3KB116 INSERT 

AC DRILL "а" ($0.332—90.338) М527059С1-09 SCREW 


INSTALL NAS1329S4KB140 INSERT 
М527039С4-08 SCREW 
NAS1515H4L WASHER 
ANS60C416L WASHER 


DETAIL J (TYP 4 PLACES) 


NAS1515H3L WASHER 
ANS60C10L WASHER 


(TYP 4 PLACES) 


DISTANCE TO 
END OF WEB 


. 4.19 
05591-012/-022 MID TUBE ASSEMBLY PARTS LIST SECTION 1-1 SECTION М-М SECTION ц-ц — DRILL ‘E’ (30.250-90.257) (REF) A 
PART NUMBER DESCRIPTION (SCALE 1:4) (SCALE 1:4) (SCALE 1:4) (ТҮР 4 PLACES) VAN 
| NAS1330S3KB116 

INSERT 
| О3391-013 MID TUBE ASSEMBLY A (TYP 20 PLACES) 
| D3391-023 MID TUBE ASSEMBLY и REMOVE 0.225 
| FROM ТОР AND ВОТТОМ 
| D2500-1-100 EXTRUSION | ТО 3.800 45 
| 03389-1 WEB | (0.7 FROM BOTH ЕМ05) (ТҮР) 


NAS1330S3KB1 24 INSERT (OR NAS1330C3KB116 
NAS1330S3KB166 | INSERT (OR NAS1330C3KB166) | “> 
NAS132984KB140 | INSERT (OR NAS1329C3KB140 
NAS1515H3L WASHER 


REMOVE 0.030 
FROM TOP AND BOTTOM 
„ТО 3.610 


N 


Ко 


ШЕСТ“ 


Off. 


тамам OL 1091975 


109 qd TIOWINOONI 


= 
3 
AN960C10L WASHER Ns = (SCALE 1:4) 
NAS1515H4L WASHER PC 
AN960C416L WASHER No - 
4 MS27039C 1-09 SCREW i > 
4 М527039С4-08 SCREW QS О THIS DOCUMENT. IS PRIVATE. AND CONFIDENTIAL APPROVED , 
=) AND IS SUPPLIED ON THE EXPRESS CONDITION H Jii 
THAT IT IS NOT TO BE USED FOR ANY PURPOSE 1 J 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION d е OR. COPIED OR COMMUNICATED TO ANY. OTHER TE TRE SCALE 
5 


PERSON WITHOUT WRITTEN PERMISSION FROM 


2) DART AEROSPACE USA, INC. 


INSTALL D3389—1 WEB TO OUTER TUBE USING SIKAFLEX—241/-—291 PER 051 01 


DA 
07.01.18 


412 FLOAT SKIDTUBE 


A 


Ls aoc tan Е КА 


36.435 
TO TAPER 


MACHINE CONSTANT 


PLE FROM 63.750 TO 


CHAMFER 
30'X0.060 DEEP 


0.200 
(REF) 


43.3(REF) 90.208 
DIST TO CENTER OF BEND 


(2 PLACES) 
VIEW ВВ—-ВВ 
(SCALE 1:3) 


88.93 


DETAIL Y 
(SCALE 1:2) 

D3291-23 ДЕТ DRILLING AND CUTTING DETAIL 

: ж (MAKE FROM 06014-090 SKIDTUBE MATERIAL) 

52676030 


0.200 


CORE 1:2) 


SECTION Q—Q SECTION R-R | 
(SCALE 1:2) (SCALE 1:2) 


e'H- 


` ав 
£ 


THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL 
AND IS SUPPUED ON THE EXPRESS CONDITION 
THAT П IS NOT TO BE USED FOR ANY PURPOSE 
OR COPIED OR COMMUNICATED TO ANY OTHER 
PERSON WITHOUT WRITTEN PERMISSION FROM 
DART AEROSPACE USA, INC. 


(SCALE 1:3) 


OL 104805 


дао) G3 TIOWLNO 


07.01.18 


412 FLOAT SKIDTUBE 


TOLON LNOHLLIM 


LNGINCNAD 


R30.0+2.0 


36.000 
9 EQ. SPACES 
4.000 PITCH 


4.2%0.25 


DRILL СЕ” (90.250—#0.257) 


24 (TYP 28 PLACES) 


DISTANCE BETWEEN HOLE AND 
TANGENT POINT 


94 DRILL 'E' (20.250-40.257) 
Pee DISTANCE BETWEEN HOLE AND 


(ТҮР 8 PLACES) 
ТАМСЕМТ POINT 


53.7 


03555-5 
САЅКЕТ 


03553-1 
GASKET 


03553-1 
GASKET 

D3537-1 D3537-1 

WEARPAD D3537-7 WEARPAD 03537-7 

WEARPAD 
AN3C5A BOLT (1) АМЗС5А BOLT (1) 
AN960C1OL WASHER (1) AN3C4A BOLT (1) 
(4 PLACES) 


WEARPAD 
AN960C10L WASHER (1) AN3C4A BOLT (1) 
AN960C10L WASHER (1) (4 PLACES) AN960C10L WASHER (1) 
(4 PLACES) (4 PLACES) 
(SEE TABLE) (SEE TABLE) 
с [D 
ew DRILL 'Q' (20.332—90.338) 
PART NUMBER DESCRIPTION 9 e C'SINK (20.529Х1007) 
mo NAS1330S4KB151 INSERT (1) 
3391-015 AFT TUBE ASSEMBLY ы = = (4 PLACES) 
03391-025 AFT TUBE ASSEMBLY E g = 
- d 
D6014-090 © © 5 A AN3C4A BOLT (1) 
02646 s p^ SECTION u-u NAS1515H3L WASHER (1) D2646 AFT CAP 
D3537-1 Z > = (SCALE 1:3) AN960C10L WASHER (1) 
03537-7 © 9 es 12 PLACES) 
= = (SCALE 1:3) SEAL WITH 
ad SIKAFLEX-241/—291 
d пс 
C'SINK Nom МА5153053КВХХХ IN HOLES MARKED С51-С56 AS FOLLOWS 
INSERT (OR NAS1330C3KB316) 
INSERT (OR NAS1330C3KB266 QTY >< QTY | C'SINK | P/N 
INSERT (OR NAS1330C3KB216 D3391-015 | D3391-025 
INSERT (OR NÀS1330C3KB166 18 14 [20.425 | NAS1330S3KB366 | 
INSERT (OR МА51330С4КВ151 | 20.391 МА5133053КВ366 COPYRIGHT © 2005 BY DART AEROSPACE USA, INC. 
BOLT | 20.391_ | NAS1330S3KB316 "TDRAWNG HO 
wast [00391 зы: к к | aeos 
к в 
| 20.391 | NAS1330S3KB216 THAT IT IS NOT TO BE USED FOR ANY PURPOSE D3391 
| 90.391 | NAS1330S3KB166 OR COPIED OR COMMUNICATED TO ANY OTHER mE 
PERSON WITHOUT WRITTEN PERMISSION FROM 
DART AEROSPACE USA, INC. 07.01.18 


412 FLOAT SKIDTUBE 


